REMARKS 

Preliminarily, Applicants have amended claim 42 and have added four new claims 
46-49. The Examiner has rejected claims 42-45 under 35 U.S.C. § 1 12, second 
paragraph, and 35 U.S.C. § 102(b). The Applicants respectfully traverse. 

Claims 42-45 were rejected by the Examiner under 35 U.S.C. § 1 12, second 
paragraph, as being indefinite for failing to particularly point out and distinctly claim the 
subject matter which Applicants regard as the invention. The Examiner has alleged that 
the phrase "that comprise at least one inner layer, said textile reinforcement layer and an 
outer layer" of claim 42 is indefinite. It is respectfully submitted that this phrase has 
been removed by amendment herein. Therefore, its rejection under 35 U.S.C. § 1 12, 
second paragraph, is now considered moot. 

The Examiner also states that the limitation ''said stiffening at normal ambient 
temperatures will act as a stiffener of the reinforcement layer in a direction different from 
the longitudinal axis of the body to be reinforced, particularly in a substantially 
perpendicular direction to the longitudinal axis of the body to be reinforced," describes an 
intended use and no patentable weight is given to it. It is respectfully submitted that the 
above-recited limitation (which has been amended herein) describes a characteristic of 
the claimed textile reinforcement layer and stiffening, and therefore should be given 
patentable weight. 

Finally, the Examiner alleges that the term "textile bond^' is also indefinite. The 
Applicants respectfully traverse. The term "textile bond'' is a well-known term of art. 
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fibers. See, for example, U.S. Patent No. 5,269,863 at column 6, line 42 (copy enclosed). 

Therefore, Applicants have particularly pointed out and distinctly claimed the subject 

matter of the invention. 

The Examiner has also rejected claims 42-45 under 35 U.S.C. § 102(b) as being 

anticipated by U.S. Patent No. 4,857,379 to Plontges. The Applicants respectfully 

traverse. Plontges discloses an invention composed of a fiber 1 extending in a horizontal 

direction and a fiber 2 extending in a vertical direction and fiber 1 and fiber 2 being held 

together with a bonding fiber 3 at the intersection. The Plontges reference teaches at 

column 2 lines 38-46: 

For each of the threads 1 and 2 high-tenacity threads or yarns are employed, the 
threads 1 being more readily deformed or extended on spatial deformation of the fabric, 
on account of their modulus of elasticity and/or their heat resistance, than are the threads 
to line transversely to them. The result is a sheet like structure which is very strong in 
one direction, and which is moveable and readily deformable in the direction lying 
substantially at right angles to it. 

Therefore, the Plontges reference simply discloses a material that due to the 
shrinking effect of a temperature below the melting point, a pre-stressed and pre-formed 
material can be prepared with improved tensile strength in one direction. 

Independent claim 42 of the present application was rejected as anticipated by 
Plontges reference under § 102(b), Anticipation under 102(b) requires that each and 
every element of the claim as disclosed by the anticipating reference. 

The Plontges reference does not disclose every element of the claim 42 as 
required under § 102(b). There is a clear difference between Applicants' claim 42 and 
the invention disclosed in Plontges. Plontges does not disclose a "stiffening selected 
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The Examiner states that the Plontges reference at Col. 2, lines 46-61 and col. 4, 
lines 41-49 discloses a reinforcement layer in the form of a woven or knitted fabric that 
includes a stiffening material in the form of first threads with a lower melting point than 
the second threads. Applicants respectfully traverse. The Plontges reference actually 
teaches in these sections that the tensile strength of the woven fabric can be increased. 
The tensile strength is increased by having two different types of threads. One thread is 
easily deformed and another thread is not easily deformed. The ability to deform is based 
on a difference in melting point temperature allowing one fiber to deform and the other to 
not deform for a certain range of temperatures. As stated above, the Piomges reference 
simply discloses that this temperature difference may be utilized to increase the tensile 
strength of the knitted fabric in one direction while allowing deformation in the other. 

This is quite different than Applicants' invention. Applicants' invention uses a 
stiffeninR bonded with the reinforcement layer to help increase rigidity . A^pplicants' 
invention results in a reinforcement layer that is stiff in one direction, in order to prevent 
wrinkles during manufacture, and flexible in the other direction. In contrast, Plontges 
discloses an invention effective against tensile stretching in one direction, as opposed to 
having rigidity, and easily deformable in the other. For example, Plontges discloses on 
line 48-49 a potential use in a flexible tube loaded by internal pressure able to withstand a 
strong internal pressure because of the improved tensile strength of the fibers running 
along the circumference of said tube. This type of construction, however, is not the same 
as Applicants' invention. In Applicant's invention tensile strength is not intended, but 
rigidity. Thus, the Plontges reference does not anticipate Applicant's invention. 
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Further reasons distinguish the dependent claims rejected by the Examiner and the 
Plontges reference. For example, Applicants claim in dependent claim 44 that the textile 
reinforcement layer can be comprised of a fleece product. This is quite different than the 
disclosure in Plontges. Plontges discloses using interwoven fibrous materials. These 
reasons, among others, further distinguish the claims rejected by Examiner. 

Applicant's invention does not anticipate the Plontges reference because the 
Plontges reference is not concerned with the stiffening i.e., rigidity of the reinforcement 
layer, but is concerned with the tensile strength of the reinforcement layer. Accordingly, 
it is believed that claims 42-45 are in condition tor allowance, and respectfully request 
such action. 

Reconsideration of the present application as amended is respectfully requested. 
The Examiner is encouraged to contact the undersigned by telephone to resolve any 
uutstanding matters concerning the present application. 

A check in the amount of $1 10.00 is enclosed for a one-month extension of time. 
No additional fees are believed to be necessary, however, should any fees be deemed 
required, please charge such fees to Deposit Account No. 23-3030, but not to include any 
payment of issue fees. 



Respectfully submitted. 




Reg, N6. 35,102 
Woodard, Emhardt, Moriarty, 

McNett& Henry LLP 
Bank One Center/Tower 
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[57] ABSTRACT 

A method for the manufacture in a continuous process 
of a flat substrate from a fibres-reinforced matrix for a 
printed circuit, in which use is made of at least two 
moving layers of reinforcing fibres and the fibres are 
positioned in at least two crossing directions, where- 
upon the filaments layers provided with matrix mate- 
rial, optionally together with one or more electrical 
conducting layers, such as a metal foil, and/or insulat- 
ing layers on one or on cither outer side, are passed 
through a preferably heated laminating zone, such as a 
double belt press, characterized in that use is made of 
filaments-containing layers made up of a plurality of 
mutually parallel filaments that are not bonded in the 
form of a fabric and extend substantially linearly. 

25 Claims, 4 Drawing Sheets 
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cx»rnNuous process for the 

MANUFACTURE OF SUBSTRATES FOR PRINTED 
WIRE BOARDS 

5 

This is a continuation of application Ser. No. 
07/763,790 filed Sept. 23, 1991 now abandoned. 

BACKGROUND OF THE INVENTION 

The invention relates to a method for the manufac- 10 
ture, in a continuous process, of a flat substrate for a 
printed wire board (PWB) from a fibre-reinforced ma- 
trix, in which process at least two moving layers of 
threads of reinforcing fibres are employed and fibres are 
disposed in at least two crossing directions, after which 15 
the layers of threads provided with matrix material are 
passed through a preferably heated laminating zone, 
such as a double belt press, and the laminate is provided 
on one or on either side with means for depositing elec- 
trically conductive traces, e.g., for deposition on the 20 
laminate of a copper foil that can be partially removed 
again by etching. The invention further comprises a 
printed wire board having favourable properties. 

Such a process is known, int. al., from HP 0 231 737 
A2. For the layers oi threads oi rciniorciug iibrcs usc is 2' 
made in said known process of fabrics or non-wovens in 
which the fibres are interlinked in the conventional 
manner and have a large number of curves and twists. 

Although passable results can be obtained with the 
known method, there arc certain drawbacks to the use 30 
of reinforcing fibres in the form of woven fabrics or 
non-wovens, which drawbacks arc augmented in the 
case of printed wire boards of higher interconnection 
density and/or smaller thickness. Particularly when 
printed wire boards are employed which are deposited 35 
on a thin substrate composed of, say, glass cloth impreg- 
nated with epoxy resin, the following drawbacks may 
become manifest: high production costs to manufacture 
the thin fabric, a relatively large number of process 
steps, a low production rate, an existing production 40 
process that is hard to automate, and a comparatively 
mediocre surface quality of the substrate, as well as at 
times varying propcnies in two mutually perpendicular 
(X- and Y-) directions parallel with the plane of the 
substrate. Another drawback to a conventional sub- 45 
stratc of thin woven fabrics is the relatively limited 
content of fibre materia] with a comparatively low lin- 
ear thermal coefficient of expansion (TCE). The corre- 
sponding high content of matrix material, such as epoxy 
resin, of comparatively high TCE generates linear ther- 50 
mal coefficients of expansion (TCE-X, Y, Z) of the 
conventional substrate that are high as compared with 
the TCE of the components to be mounted on it. The 
modulus of elasticity and the strength are not as high as 
is feasible either, nor is the dimensional stabihty suffi- 55 
cient for certain applications. Conventional printed 
wire boards containing non-wovens as reinforcing ma- 
terial will generally exhibit the same drawbacks as 
when woven fabrics are employed. The non-woveos are 
of the type described in U.S. Pat. No. 4,547,421, the 60 
fibres or filaments lying substantially in one plane in 
random twists and curves and being thermally, chemi- 
cally, and/or mechanically interlinked. The term non- 
woven, whenever it is used in the description and the 
claims, refers to a product of the aforementioned type 6^ 
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in the form of glass fabrics impregnated with epoxy 
resin. 

EP 0 326 577 (WO-88/01938) describes a discontinu- 
ous system for the manufacture of a substrate for 
printed wire boards, in which layers of reinforcing 
threads which cross at 90' are manufactured with the 
use of a flat square form, about which reinforcing 
threads are wound as it is rotated about two axes of 
symmetry in succession. 

In U.S. Pat. No. 4,5S7.I61 a manufacturing process 
for printed wire boards is described in which the sub- 
strate is made up of a mixture of polyester resin and 
epoxy resin reinforced with a glass fibre mat or with 
short fibres distributed into the resin. 

EP 0 374 319 Al describes a discontinuous process 
for the manufacture of multilayer printed wire boards 
comprising the steps of: forming a plurality of layers of 
a composite material by lay-up of a fibre tape, the fibre 
tape being a single layer of fibres coated with a resin and 
heated to a semi-cured stage. 

In WO 89/00216 a process is described for forming a 
nonwoven layer of two groups of perpendicularly 
crossing yams. With the weft yams under tension, said 
layer is introduced into a layer of settable material. 

117/^ o-» /rk-^nor j :i_ - : i.:~t. - — 

composed of a number of layers of perpendicularly 
crossing threads which do not form a woven fabric is 
impregnated with a thermoplastic synthetic material. 
From the resulting fibre-reinforced sheet there may be 
formed, after heating, various fibre-reinforced end 
products that may be closed or not. 

In EP 0 153 060 A3 a process is described for the 
manufacture of a flexible reinforced sheet material 
which may be employed in the same end uses as tarpau- 
lin or as a fabric for inflatable structures or as a robust 
wrapping material. The manufacturing process com- 
prises the forming of several layers of crossing, non 
woven layers of threads. These are introduced into a 
layer of bonding material formed on a moving con- 
veyor belt. 

GB 1 364 076 describes a structural laminated fibre- 
reinforced plastics sheet material composed of a number 
of UD prepregs of, say, glass fibres or carbon fibres in a 
thermosetting resin disposed on either side of a datum 
plane. In superposed prepregs the fibres are at different 
angles to each other. The prepregs package may be 
coated on the outer sides with a sheet of titanium. 

IBM Technical Disclosure Bulletin Vol. 22, No. 5, 
October 1979, page 1799 describes a laminate for 
printed wire boards with a low dielectric constant be- 
cause the matrix of epoxy resin contains a filler in the 
form of hollow glass microspheres having a diameter of 
20-200 ^m and a wall thickness of 0.5-2 fim. 

GB 1 043 893 describes a continuous process for the 
manufacture of a non-woven. First, a central double 
layer of **weft threads** is deposited and subsequently 
covered on either side with a layer of *'warp threads'*. 
The non-woven is next passed through an adhesive 
bath. The products can be used for producing table 
napkins, towels, tablecloths, etc., which articles can be 
thrown away after use. 

In actual practice there is a tendency toward con- 
structing more compact electronic equipment. This 
means that, increasingly, also printed wire boards will 
have to be manufactured which have a higher inicrcon- 
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reinforcing fibres in the form of woven fabrics or non- 
wovcns or short fibres will increasingly meet with ob- 
jections on account of the drawbacks listed above. 

The invention has for its object to provide a process 
of the type mentioned in the opening paragraph in 
which uid drawbacks have been overcome. 

SUMMARY OF THE INVENTION 

A continuous process for the manufacture of a flat 
substrate for a printed wire board from a fiber-rcin- 
forccd matrix, the continuous process comprising a 
laying stage in which at least two layers of threads of 
reinforcing fibers arc superposed, the layers of threads 
being provided with matrix material, and a lamination 
stage in which the layers of threads are passed through 
a laminating zone to form a laminate of the layers of 
threads provided with matrix material, the laminate 
being provided on one side or on both sides with means 
for generating electrically conductive tracks, said layers 
of threads being composed of a plurality of mutually 
parallel threads of reinforcing fibers which arc not 
bonded in the form of a woven fabric and which extend 
substantially rectilincarly, and the layers arc superposed 
such that reinforcing fibers are disposed in at least two 
crossing directions. 

DETAILED DESCRIPTION OF THE 
INVENTION 

The process is characterized according to the inven- 
tion in that use is made of threads-containing layers 
composed of a plurality of mutually parallel threads 
which are not bonded in the form of a woven fabric and 
extend substantially rectilincarly, with threads from the 
aforementioned superposed layers of threads not 
bonded in the form of a woven fabric preferably cross- 
ing at an angle of 90% 60* or 45', It should be noted that 
m the description and the claims one layer of threads 
always refers to either a single or a double layer of 
which the threads have the same direction. 

According to the invention, in one embodiment, the 
layers of threads are advantageously composed of a 
plurality of separate wholly unbonded reinforcing 
yams, on which the matrix material is provided after the 
layers have been formed and prior to lamination. Alter- 
natively, according to the invention use can advanta- 
geously be made of layers of threads in the form of a 
self-sustaining fiber-reinforced matrix material, more 
particularly a prepreg, in which the fibers arc made up 
of a plurality of threads which are not bonded in the 
form of a woven fabric and extend mutually parallel and 
substantially rectilincarly. In the continuous process 
according to the invention, the laying stage preferably 
comprises depositing each of said layers of threads not 
bonded in the form of a woven fabric in a plane moving 
continuously in the production direction (called 0' di- 
rection). According to the invention, in one embodi- 
ment, each of said layers of threads not bonded in the 
form of a woven fabric is laid on a transport means 
moving continuously in the production direction (0* 
direction), more particularly with use being made of a 
laying unit. It is advantageous, hence preferred, to pro- 
vide at least 3, more preferably 5-7, of said layers of 
threads not bonded in the form of a woven fabric, the 
overall amount of reinforcing fibres to be provided, in 
-^nf m^rr lavrrs :n a particular angular dirfcti:>r sa^ 
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other angular direction, say about at right angles (90* 
direction) to the production direction. According to a 
preferred embodiment of the invention, a favorable 
substrate construction is obtained when said layers of 
5 threads arc arranged in mirror image relationship rela- 
tive to the plane of symmetry. Said plane of symmetry 
is a plane parallel to the plane of the laminate and pass- 
ing through the center of the laminate. In a practical 
embodiment of the process according to the invention, 
10 a substrate is composed of 3, 5, 7 or some higher uneven 
number of said layers of threads not bonded in the form 
of a woven fabric, with the threads being provided in 
superposed layers from one side of the substrate to the 
other successively in alternating angular directions of 0' 
15 and 90* or conversely vis-a-vis the production direction 
(0* direction). According to the invention, it is pre- 
ferred that the threads in each of said layers of threads 
not bonded in the form of a woven fabric are kept imder 
tension at least just prior to being rigidly confmcd in the 
20 matrix, more particularly with the use of needle belts 
positioned on either side of the transport clemenu and 
moving with them. As a result the orientation of the 
threads in the layers remains fixed during the entire 
process and there will be no such objectionable phe- 
25 nomenon as, say, bow and twist, it is of advanugc that 
each thread according to the invention be composed of 
a, preferably virtually untwisted, bundle of continuous 
filaments. According to a further preferred embodiment 
of the process according to the invention, all threads arc 
30 fed to the corresponding laying units from thread or 
yam packages in a creel. The yams can either be un- 
wound from the packages by rolling or be pulled off of 
the packages overhead. According to the invention, 
said matrix material can contain a synthetic material 
35 that may be either a thermosetting synthetic material, 
such as cpoxy resin, or a thermoplastic or elastomcric 
synthetic material, and the reinforcing fibres can be 
selected from, among others, the following group of 
materials: glass, carbon, aromatic polyamidc, quaru, 
40 silica, ceramics or liquid crystal polymers. Alterna- 
tively, fibres of other materials can be employed, e.g. 
fibres of nylon, polyethylene icrcphthalatc or rayon. 
Also, use can be made of bicomponent fibres or of hol- 
low fibres. Also, according to the invention the matrix 
45 may be composed of a combination of two or more of 
said synthetic materials. 

Since in the process according to the invention the 
layers of threads arc, for the most part, built up directly 
from extended threads or yams not bonded in the form 
50 of a woven fabric, without an intermediate product in 
the form of a woven fabric or a non-woven being pro- 
duced first, a particularly economical process is ob- 
tained, by means of which it is possible to make a sub- 
strate or board having a high fibres content, viz. from 30 
55 to 65% by volume of fibres combined with 70 to 35% 
by volume of matrix material. The described construc- 
tion according to the invention from layers of threads 
having a plurality of mutually parallel threads which 
arc not bonded in the form of a woven fabric and extend 
60 rectilincarly under tension will have a favourable effect 
on the fmal properties of the substrate. Thus, a printed 
wire board with a substrate manufactured according to 
the invention may have one or more of the following 
properties: a lower TCE in the X- and Y-directions of 
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to 0 to 60X10-V C; higher dimensional stability; 
improved surface area quality; lower water absorption; 
lower solvent absorption; improved ease of handling. 
Said favourable properties can also be realized when 
manufacturing very thin substrates. 5 

There is yet a further important advantage to the use 
according to the invention of the special arrangement of 
the reinforcing threads having a reinforcing fibres con- 
tent of about 60% by volume, i.e. a very low TCE (in 
the X-, Y-, and Z-dircctions) in the temperature range 10 
above the matrix's glass transition temperature T^. By 
selecting the appropriate matrix-fibres combination it is 
possible to manufacture a substrate having equal TCE 
values in the X- and Y-directions above and below the 
matrix's glass transition temperature. Consequently, \5 
there can be obtained according to the invention a sub- 
strate or board having a very low thermal expansion 
over the entire soldering temperature range employed 
in actual practice. According to the invention, sub- 
strates or boards having said favourable properties can 20 
be manufactured by making use of conventional cpoxy 
resins with a relatively low T^ of, say, 130* C. 

To avoid break-downs in the production process the 
method according to the invention is advantageously 
characterized in that a buffer system is employ pH, ii?e 2? 
being made of a sub-frame containing all the laying units 
for the different layers of threads, which sub-frame 
during normal operation moves temporarily against the 
production direction, say at a rate of 10% of the rate of 
output, building up a certain buffer length of layers of 30 
threads, and in the case of a break-down, e.g. a thread 
breakage, the laying units are stopped and the transport 
elements continue to move, optionally with their pro- 
duction rate temporarily reduced, say to 10% of the 
normal rate of output, after which, once the failure has 35 
been repaired, a certain buffer length of layers of 
threads is again built up. In this way shutting down of 
the production process is avoided, hence there will be 
no objectionable premature curing of the synthetic ma- 
trix in places where the temperature is fairly high, such 40 
as just upstream of the entrance rollers of the double 
belt press. For, if the synthetic material or resin there 
were to be cured prematurely, the double belt press's 
belts might be damaged. Said problems are avoided by 
making use of the buffer system according to the inven- 45 
tion. 

The invention also comprises a particularly effective 
method for the manufacture of a multilayer printed wire 
board in a continuous process, which comprises a board 
provided on both sides with traces of, preferably, cop- 50 
per being provided on cither side with a moving layer of 
reinforcing fibres, whereupon the board containing the 
layers of threads provided with matrix material is 
passed, optionally together with a metal foil on one or 
on cither outer side, through a preferably heated lami- 55 
nating zone, for instance a double belt press, the process 
being characterized in that use is made of threads-con- 
taining layers composed of a plurality of mutually paral- 
lel threads which are not bonded in the form of a woven 
fabric and extend substantially rectilinearly. According 60 
to the invention, the construction advantageously is 
such that a first laminate of layers of threads is provided 
in a plane moving continuously in the production direc- 
tion (0* direction), such as a transport element, more 
particularly with the use of a laying unit, next there is 65 
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reverse side of the board a second laminate of layers of 
threads, after which the board provided on either side 
with a matrix material-containing laminate of layers of 
threads is passed through the heated laminating zone. 

In a preferred embodiment of the invention each 
laminate of layers of threads is composed of at least 
three layers of threads and the threads from superposed 
layers cross at an angle of, preferably, 90% 60* or 45% 
with the threads in each of said layers of threads not 
bonded in the form of a woven fabric being kept under 
tension at least just prior to being rigidly enclosed in the 
matrix, more particularly by means of needle belts pro- 
vided on either side of the transport elements and mov- 
ing along with them. 

According to the mvention, in the manufacture of 
substrates for both single and multilayer PWBs there 
may, if desired, be provided in addition to the two or 
more layers of threads made up of extended threads not 
bonded in the form of a woven fabric mentioned herein- 
before, in mirror image relationship relative to the plane 
of symmetry, one or more layers composed of a non- 
woven or a woven fabric. In such. a case according to 
the invention the layers composed of a non- woven or a 
woven fabric are alternated with said layers of extended 
threads not bonded in the fcnn of z woven fabric, pref- 
erably such that the layers of threads not bonded in the 
form of a woven fabric always form the outer layers of 
threads. Such an arrangement makes it possible to ad- 
just the dielectric constant in the desired degree while 
maintaining the substrate's favourable surface area qual- 
ity, and also enables the reducing of interlaminar ten- 
sions. 

According to the invention, prior to being applied to 
the threads the liquid matrix material may optionally be 
subjected to a treatment for the removal, more particu- 
larly under vacuum, of volatile or gaseous constituents, 
such a treatment being beneficial to the quality of the 
substrate. 

The invention further comprises a process character- 
ized in that prior to the application of the matrix mate- 
rial the laminate of layers of threads is bonded by means 
of a textile bond, e.g. by stitching. 

According to the invention, upstream or downstream 
of the laminating zone an upper layer, which generally 
will be thinner than the substrate, can be applied with 
advantage to the substrate not coated with a metal foil. 
According to a preferred embodiment of the process 
according to the invention, the upper layer used will 
contain a catalyst, e.g. palladium, promoting the precip- 
itation of electrically conductive metal, such as copper. 
Other than only in the upper layer such a catalyst may 
be present also in the substrate in its entirety. According 
to the invention, the upper layer comprises at least one 
layer of a crosslinked polyamine polymer, more particu- 
larly polyethylene imine. Such is specified in greater 
detail in Nctheriands Patent Application 8 902 886. If 
the upper layer is provided downstream of the laminat- 
ing zone, it may for instance be by means of dipping, 
roller coating or the like. 

In addition the invention comprises a printed wire 
board composed of a fiber-reinforced substrate manu- 
factured according to the invention and provided with 
tracks of electrically conductive material, which PWB 
is characterized in that the substrate substantially made 
up of reinforcing fibres impregnated with matrix matc- 
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substrate is by and large made up of foam. Another 
favorable embodiment of the printed wire board is char- 
acterized according to the invention in that the matrix 
of the substrate contains a large number of hollow parti- 
cles, more particularly hollow spheres of glass. Since 5 
the gas in the foam and in the spheres has a very low 
dielectric constant, the dielectric constant of the sub- 
strate can be reduced in this manner. 

Further, the invention comprises a printed wire board 
composed of a substrate of a fibre-reinforced matrijt 10 
material^ such as a polymeric synthetic material, which 
substrate is provided on at least one side with electri- 
cally conductive traces or the like, with the components 
required for the printed wire board, such as resistors, 
condensors or the Uke. being provided on these traces, 13 
the printed wire board being characterized in that the 
reinforcing fibres are present in the form of at least a 
number of layers of extended threads not bonded in the 
form of a woven fabric, with the threads in superposed 
layers crossing and the linear thermal coefficient of 20 
expansion of the substrate parallel with the plane of the 
printed wire board being 0 to 16 X 10- V C, prefera- 
bly 5 to 12XI0-V* C. Such a printed wire board is 
advantageously characterized according to the inven- 
tion in that said thermal coefficient of expansion of the 25 
substrate differs not more than 20% from the thermal 
coefficient of expansion of said components; preferably, 
however, the substrate's TCE is virtually equal to that 
of said components. 

The printed wire board according to the invention is 30 
also characterized in that in the substrate at the location 
of the layers of extended threads not bonded in the form 
of a woven fabric said threads constitute at least 30% by 
volume, preferably 50 to 65% by volume. 

The printed wire board according to the invention is 35 
still further characterized in that the surface area of the 
substrate on the printed wire board side is smooth. In 
the printed wire board according to the invention the 
reinforcing fibres in said substrate preferably are formed 
at least on its outer side by said layers of extended 40 
threads not bonded in the form of a woven fabric. 

The invention will be further illustrated with refer- 
ence to the schematic drawing. 

FIG. 1 is a perspective view of an apparatus for the 
manufacture of substrates for printed wire boards ac- 45 
cording to the invention. 

FIG. 2 is a simplified side view of a section of an 
apparatus of the type according to FIG. 1. 

FIG. 3 is a perspective view of a detail of the system 
for laying threads on needle belts. 50 

FIG. 4 shows the relative positions of the layers of 
threads for a 3-layer substrate. 

FIG. 5 shows the relative positions of the layers of 
threads for a 5-layer substrate. 

FIG. 6 is a highly magnified view of part of a cross- 55 
section of a substrate along the line VI— VI in FIGS. 1 
and 2. 

FIG. 7 is a magnified view of a finished substrate 
coated on cither side with a copper foil. 

FIG. 8 illustrates the relative positions of the various 60 
layers for the manufacture of a multilayer printed wire 
board. 

FIG. 1 is a view of two frame beams 1 extending on 
cither side of the apparatus over virtually the entire 
length of the machine, to which there have been at- 6* 
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indicative of the production direction, which is alterna- 
tively referred to as the 0* direction. In the construction 
shown in FIG. 1 there is first provided on the needle 
belts 3 in the 90* direction, i.e. at right angles to the 
production direction, a double layer of threads 4. The 
threads 5 of the 90' layer 4 each consist of a, preferably 
untwisted, reinforcing yam, say a roving of 300 Tex 
made up of filaments of E-glass. Each of the threads or 
yams is pulled oflT of its own yam package (not shown) 
, which together with a large number of other yam 
packages is arranged in a magazine creel (not shown) 
known in itself, which also contains conventional yam 
tensioners, so that the threads can be provided on the 
needle belts 3 at the proper tension. Via the cross beam 
7 provided with yam guides 6 the yams 5 pulled of f of 
the packages in the creel are laid, under tension, around 
the needles 9 of the needle belts 3 with the aid of the 90' 
laying unit 8 reciprocating in the direction of the arrow. 
In this manner a layer of threads is formed which ex- 
tends in the 90* direction and is composed of a plurality 
of mutually parallel unbonded threads extending recti- 
linearly. 

A next layer of threads 13 extending in the 0" direc- 
tion is then laid, also under tension, on top of the 90* 
layer 4 via a fop thread? Of yam beam !1 rotatsbly 
mounted on the subframe 10 and an idler 12. In a similar 
manner a second layer of threads also extending in the 
0' direction is applied under tension to the bottom of the 
90* layer 4 via a bottom threads or yam beam 14 rotat- 
ably mounted on the subframe 10. Downstream of the 
beams 11 and 14 three layers of threads uilt then have 
formed, each containing a plurality of threads not 
bonded in the form of a woven fabric and extending 
mutually parallel and stretched under tension. From the 
bottom towards the top the threads in the three super- 
posed layers extend in the 0* direction, the 90" direc- 
tion, and the 0* direction, so that the threads from su- 
perposed layers cross at an angle of 90' to form a lami- 
nate. Then, optionally after having been dried to re- 
move volatile constituents, the thus formed laminate is 
fed by the transport elements in the form of the needle 
belts 3 to the metering unit 15, where (in a manner not 
shown) the desired amount of a liquid thermosetting 
synthetic material, say epoxy resin, is added to the lami- 
nate together with a curing agent, and the laminate is 
impregnated. Optionally, the matrix material can be 
subjected to a vacuum treatment prior to being applied 
to the threads. Downstream of the metering unit 15 is an 
infrared preheater 16, which is positioned just upstream 
of the double belt press indicated in its entirety with 17 
and knowTi in itself At the top and the bottom of the 
entrance to the double belt press are situated the rollers 
18 and 19, from which the copper foils 20 and 21, re- 
spectively, are unwound. The double belt press by and 
large consists of upper and lower conveyor belts 22, 23 
of, say, stainless steel, which pass over corresponding 
cylinders 24, 25, 26, 27 provided with an appropriate 
drive. 

The construction in a known manner of the double 
belt press is such that the laminate composed of three 
copper foil-coated layers of threads passing between the 
belts 22, 23 can be assembled under pressure and at 
elevated temperature. In this process the layers of 
threads arc laminated with synthetic material and cop- 
per foil, and the thermosetting synthetic material is 
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number of sawn boards can be post -cured together in an set requirement of equal properties in each of the two 

oven. Alternatively, there can be continuous post -cur- directions is met. 

ing if desired, by providing a post-curing zone down- It should be noted that in the description and the 
stream of the double belt press and upstream of the claims one layer of threads always refers to either a 
sawing station. Using the apparatus according to FIG. 1 5 single or a double layer of which the threads have the 
it is also possible to manufacture a substrate of five same direction. It will be clear that the layers of threads 
layers of threads by applying an additional 0' layer and according to the example of FIG. 2 are in mirror image 
90* layer, respectively, by means of similar extra laying relationship relative to the plane of symmetry. In the 
units at the location of the arrows indicated with 30 and example according to FIG. 2, with its uneven number of 
31. FIG. 1 shows the construction in which the threads 10 five layers, the threads in superposed layers are dis- 
for the two 0* layers are pulled off of the beams 11 and posed from one side of the substrate to the other succes- 
14, onto which a plurality of threads has been wound. sively in alternating angular directions of 0' and 90*, 
However, it is by no means essential that beams be respectively, vis-a-vis the production direction (-0" 
employed; like the 90* threads, the threads or yams for direction) . Alternatively, in the example according to 
the 0* layers can each be pulled separately off of an 15 FIG. 2 the laminate of threads provided with a syn- 
individual yam package arranged in a creel. thetic material may be coated on both sides with a cop- 
In order to avoid serious stagnation of the production per foil (not shown) in the double belt press, 
process owing to thread breakage, which, though rare, For elucidation FIG. 4 illustrates the relative posi- 
cannot be ruled out altogether, use is made according to tions of three layers of threads formed by a bottom 
the invention of a buffer system. To this end a subframe 20 single 0' layer (rxO'). a central double 90" layer 
10 containing all the laying units for the various layers (2*x90*), and a top single 0* layer (VxO'). 
of threads is employed, which can be moved as indi- In analogous manner FIG. 5 illustrates the relative 
cated by the directions of the arrows 33 and 34 via idlers positions of five layers of threads formed by a bottom 
32 and an appropriate drive (not shown). During nor- single 0* layer (TxO*), a double 90* layer (2'x90*), a 
ma! operation, i.e., when there is no till cau breakage or 25 ccmrai double 0' layer (2"X0"), a double 90' layer 
some other breakdown, a certain buffer length of layers (2* X 90") , and a top single 0' layer (T X 0'). 
of threads is built up by temporarily moving the sub- For elucidation FIG. 6 shows a highly magnified 
frame 10 against the production direction, as indicated cross-section along the line VI — VI of a board which 
by the arrow 33, say for 10 minutes at a rate of 0.2 has five layers of threads and is coated on both sides 
m/min for a production rate of, e.g., 2 m/min. In said 10 30 with copper foils 20 and 21. The laminate of layers of 
minutes a 2m buffer length of layers of threads is threads as a whole is indicated with 35. The threads or 
formed. As soon as there is a thread breakage, the nor- yam bundles in the three 0* layers are indicated with 36, 
mal rate of production of 2 m/min is reduced to 0.2 the threads or yam bundles in the two 90' layers with 
m/min and the laying units are stopped. In the 5-10 37. 

minute period in which the thread breakage is repaired 35 FIG. 7 shows a perspective drawing of a board 29 
the aforementioned buffer supply will be used up at manufactured according to the process indicated in 
least in part, the subframe 10 moving, at the reduced FIGS. 1 and 2, cnrresponding components being indi- 
production rate of 0.2 ra/min, in the production direc- cated with the same reference numerals. In actual fact 
tion as indicated by the arrow 34. The thread breakage the copper foils 20 and 21 have a thickness of, say, 35 
having been repaired, the rate of production is increased 40 fim and the laminate of layers of threads 35 impregnated 
again and first of all a new buffer length of layers of with epoxy resin has a thickness of 1600 fim, so that the 
threads is built up in order to be prepared for the next board 29 has an overall thickness of 1670 fi,m. 
thread breakage. The normal rate of production is set As has been mentioned hereinbefore, the invention 
again as soon as enough buffer length has been built up. also comprises a process for the manufacture of a multi- 
As was suted earlier, the total amount of reinforcing 45 layer printed wire board. In principle the manufacture 
fibres to be provided in one or more layers in a particu- of multilayer printed wire boards can also be carried out 
lar angular direction, say the 0* direction, has to be using apparatus of the type shown in FIGS. 1 and 2, 
equal to the total amount amount of reinforcing fibres to several adjustments having, of course, to be made. The 
be provided in one or more layers in another angular composition of a multilayer printed wire board to be 
direction, say the 90* direction. For elucidation a fur- 50 manufactured is illustrated with reference to FIG. 8, in 
ther highly simplified view of the production process which the relative positions of the various layers for a 
for a substrate or board of five layers of threads is given particular type of multilayer printed wire board are 
in FIG. 2, corresponding parts being indicated with the indicated. By and large, manufacturing of the latter type 
same reference numerals as in FIG. 1. As is clear from of multilayer printed wire board can be carried out by 
FIG. 2, in this process a laminate is formed from five 55 first making a printed wire board with copper traces on 
layers of threads, the threads of each layer extending both sides, the width of said board being equal to the 
alternatively in the 0* direction or the 90' direction. integrated laminate manufacturing machine of the type 
Seen crosswise of the moving needle belts 3 and from according to FIGS. 1 and 2. First three bottom layers of 
the bottom towards the top the fmal laminate will then threads 39, 40, and 41 have to be provided on the ma- 
conlain a bottom single 0* layer (TXO*), a double 90° 60 chine with the aid of the laying units described herein- 
layer (2*x90*), a central double 0' layer (2*X0*), a before. The reinforcing threads in the layers 39, 40, and 
double 90* layer (2*x90*), and a top single 0* layer 41 extend in the 0', 90% and 0* directions, respectively. 
(1' XO* ), with a double layer containing twice as many On the top layer of threads 41 the boards 38 with cop- 
threads as a single layer. If the mass of a single layer is per traces are placed by a robot arm, the boards having 
set at A. then in this example, i e ^'^ to link up with each other tightlv Next, using the lavmp 
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vided on top of the boards 38. After the overall package 
of layers 38, 39. 40, 41, 42. 43. and 44 formed on the 
machine has been preheated, it is impregnated with a 
synthetic material, say, epoxy resin and a curing agent. 
Next, the package of layers is passed through a double 5 
belt press, in which the synthetic material is cured at 
increased pressure and elevated temperature. Finally, 
the laminate is sawn through in the 90* direction at the 
location of the original junctions of the boards 38. If a 
multilayer printed wiring board of the substractive type 10 
is to be manufactured, then an additional copper foil has 
to be fed to the laminate's top and bottom sides just 
upstream of the double belt press. 

It should be noted that in the fmal phase of manufac- 
turing of printed wire boards two difTerent manufactur- 15 
ing principles can be distinguished. The first, so-called 
subtractive principle involves providing a foil of copper 
or some other well -conducting nuterial on one or on 
either side of a substrate of plastics-impregnated rein- 
forcing fibres. Next, the copper layer is removed by 20 
etching, such that the pattern of copper traces desired 
for the printed wire board is left. In the case of the 
second, so-called additive principle the desired pattern 
of copper traces is provided on a substrate of plastics- 
impregnated reinforcing fibres, optionally after an an- 7S 
propriate surface area treatment but without a copper 
foil being provided first. Of course, these are only brief 
indications of the subtractive and additive techniques. 
Further, use is made of the semi-additive method. 

It will be clear from the above that the process ac- 30 
cording to the invention permits the manufacture of 
substrates which are suitable for manufacturing printed 
wire boards either by the subtractive technique or by 
the additive and semi-additive methods. 

Although hereinbefore the reinforcing threads in the 35 
layers were always arranged in the 0* direction or the 
90* direction, the process according to the invention is 
not so restricted. In principle it is also possible to pro- 
vide the threads in superposed layers at various other 
angles, for instance at +45' or —45* to the production 40 
direction. Of course the reinforcing yams* type and 
linear density will have to be determined by the skilled 
man in the appropriate manner. Favourable results are 
expected when reinforcing yams of E-glass or D-glass 
having a yam linear density of 300 tex are employed. In 45 
principle the reinforcing yams not bonded in the form 
of a woven fabric that are used in the process according 
to the invention may be of about the same type as those 
which are employed in the fabrics when the known 
processes arc used. 50 

The process according to the invention is also suit- 
able for economically manufacturing extremely thin 
substrates, say 0.1 or 0.3 mm thick, for printed wire 
boards in a continuous process. Due to the special ar- 
rangement of the reinforcing threads and the layers it is 55 
possible to manufacture with the process according to 
the invention a high-quality substrate or board having 
particularly favourable properties. 

Within the scope of the invention various changes 
may be made. In general the tension exerted on all un- 60 
bonded threads in all layers of threads should be virtu- 
ally the same in the different directions. Optionally, the 
threads or yams from which the layers of threads are 
built up may be raised or voluminous, for instance by 
making use of yams with projecting fibre tips It is 



of raised or voluminous yams or threads will generate a 
higher shear strength between the different layers of 
threads. 

By matrix material for the substrate is meant here, a 
material in which the reinforcing filaments are disposed, 
forming a matrix. Such matrix material may be made up 
of different substances, noubly of a synthetic material, 
such as an epoxy resin-based synthetic material or a 
mixture of synthetic materials, to which, as is custom- 
ary, various substances, such as fillers, int. aJ. ceramic 
particles, whiskers, and the like, plasticizers, flame re- 
tardants or catalysts, can be added if desired. 

Optionally, the substrate may contain in its core a 
further electrically and/or thermally conductive or 
electrically and/or thermally insulating layer, say a 
laminate of copper, invar, molybdenum or an alumin- 
ium layer. 

I claim: 

1. A continuous process for the manufacture of a 
printed wire board from a fiber-reinforced matrix, the 
continuous process comprising a laying stage in which 
at least two layers of wholly unbonded unwoven 
threads of reinforcing fibers are superposed and laid on 
a transport element moving in a plane continuously in a 
production direction, impregnation stage in which 
the layers of threads arc passed through an impregnat- 
ing zone to provide the layers with matrix material and 
a lamination suge in which the layers of threads are 
passed through a laminating zone to form a laminate of 
the layers of threads provided with matrix material, the 
laminate being provided on one side or on both sides 
with means for generating electrically conductive 
tracks, said layers of threads being composed of a plu- 
rality of mutually parallel threads of reinforcing fibers 
which extend substantially rectilinearly, and the layers 
are superposed such that reinforcing fibers are disposed 
in at least two crossing directions while remaining 
wholly unbonded. 

2. The process of claim 1, wherein the laminating 
zone is a double belt press. 

3. The process of claim 1, wherein the layers of 
threads arc in the form of a preformed fiber-reinforced 
matrix material in which the fibers are made up of a 
plurality of threads which are not bonded in the form of 
a woven fabric and which extend mutually parallel and 
substantially rectilinearly. 

4. The process of claim 1, wherein each of the thread- 
containing layers comprising threads not extending in 
the production direction is laid on a transport element 
moving continuously in a production direction with the 
aid of a laying unit. 

5. The process of claim 1, wherein the laying stage 
comprises superposing at least 3 layers of threads. 

6. The process of claim 7, wherein the laying stage 
comprises superposing an odd number of layers of 
threads in the range of from 3 to 7. 

7. The process of claim 7, wherein an overall amount 
of reinforcing fibers to be provided in one or more of 
said layers of threads in a particular direction, is sub- 
stantially equal to the overall amount of reinforcing 
fibres to be provided in one or more layers of threads in 
a crossing direction. 

8. The process of claim 7, wherein layers of threads 
arc arranged in mirror image relationship relative to a 
nlanr of symmetrv 
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from one side of the substrate to the other successively 
in alternating angular directions of 0* and 90' with re- 
spect to a production direction. 

10. The process of claim 1, wherein the threads in 
each of said layers of threads are kept under tension at 5 
least just prior to being rigidly confmed in the matrix. 

11. The process of claim 10, wherein the threads are 
kept under tension by means of needle belts positioned 
on cither side of transport elements and moving with 
them. 10 

12. The process of claim 1, wherein each thread is 
composed of a bundle of continuous filaments. 

13. The process of claim 12, wherein the bundle of 
filaments is substantially untwisted. 

14. The process of claim 4, wherein all threads which 15 
are fed to laying units are fed from thread or yam pack- 
ages in a creel. 

15. The process of claim 1, wherein in addition to said 
two or more layers of threads not bonded in the form of 

a woven fabric and which extend substantially rectilin- 20 
early there arc provided in mirror image relationship to 
a plane of symmetry one or more layers composed of a 
non-woven fabric having threads which do not extend 
rectilinearly or a woven fabric. 

16. The process of claim 1, wherein upstream or 25 
downstream of the laminating zone an upper layer is 
applied to the substrate not coated with a metal foil, 
which upper layer contains a catalyst promoting the 
precipitation of an electrically conductive metal and 
comprises at least one layer of a crosslinked polyamine 30 
polymer. 

17. The process of claim 16, wherein the polyamine 
polymer is polyethylene imine. 

18. The process of claim 1, wherein the matrix mate- 
rial comprises a synthetic material based on a thermo- 35 
setting synthetic material. 

19. The process of claim 18, wherein the laminating 
zone is sufficient ly heated to cure the matrix material 
with which the layers of threads have been provided. 

20. The process of claim 1, wherein each of the layers 40 
of threads is deposited in a plane moving continuously 

in a production direction and wherein each of the 
thread -containing layers not extending in the produc- 
tion direction is laid, by means of a laying unit, on a 
transport element moving continuously in the produc- 45 
tion direction, wherein a buffer system is employed, the 
buffer system comprising a sub-frame containing all the 
laying units for the different layers of threads, which 
sub-frame during normal operation moves temporarily 

50 



against the production direction, building up a certain 
buffer length of layers of threads. 

21. A continuous process for the manufacture of mul- 
tilayer printed wire board, comprising a laying stage in 
which a board provided on cither side with conductive 
tracks is provided on either side with a layer of wholly 
unbonded unwoven threads of reinforcing fibers, an 
impregnation stage in which the layers of threads are 
passed through an impregnating zone to provide the 
layers with matrix material and a lamination stage in 
which the board provided with the layers of threads is 
passed through a laminating zone, said fibers arc laid on 
a transport clement moving in a plane continuously in a 
production direction, in which process use is made of 
threads-containing layers composed of a plurality of 
mutually parallel threads which extend substantially 
rectilinearly while remaining wholly unbonded. 

22. The process of claim 21, wherein a first laminate 
of layers of threads is formed on a plane moving contin- 
uously in a production direction with the use of a mov- 
ing transport element and laying units, next there is 
deposited on the first laminate of layers of threads a 
board provided on both sides with electrically conduc- 
tive tracks, and subsequently there is provided on the 
side of the board opposite to the side deposited on the 
first laminate a second laminate of layers of threads, 
wherein each laminate of layers of threads comprises at 
least 3 of said layers of threads and wherein the threads 
from superposed layers arc disposed in crossing direc- 
tions, after which the board, provided on either side 
with a matrix material-containing laminate of layers of 
threads, is passed through the laminating zone. 

23. The process of claim 21, wherein the threads in 
each layer of threads not bonded in the form of a woven 
fabric are kept under tension at least just prior to being 
rigidly confmed in the matrix. 

24. The process of claim 23, wherein the threads are 
kept under tension by means of needle belts positioned 
on cither side of the transport elements and moving 
with them. 

25. The process of claim 21, wherein in addition to 
said two or more layers of threads composed of threads 
not bonded in the form of a woven fabric and which 
extend substantially rectlinearly there are provided in 
mirror image relationship relative to a plane of symme- 
try one or more layers composed of a non- woven fabric 
having threads which do not extend rectilinearly or a 
woven fabric. 
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